REMARKS 

Amendments have been made to the specification in order to place the 
application in conformance with standard United States Patent practice. 

The claims have been amended to eliminate the multiple dependencies. Claims 
58-69 have been added to more fully define the invention. 

Examination and allowance of pending claims 1-69 are respectfully requested. 

Respectfully submitted, 

WEBB ZIESENHEIM LOGSDON 
ORKIN & HANSON, P.C. 

Kent E. Baldauf, Reg.^0725,8^ 7 
Attorney for Applicants /J 
700 Koppers Building ^ 
436 Seventh Avenue 
Pittsburgh, PA 15219-1818 
Telephone: 412/471-8815 
Facsimile: 412/471-4094 
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MARKED-UP AMENDED SPECIFICATION HEADINGS AND PARAGRAPHS 
Page 2, first section heading 

[BACKGROUND ART] BACKGROUND OF THE INVENTION 

Page 13, first complete paragraph 

It is still a further [objects] object of the present invention to provide an exterior 
part of timepiece with an excellent appearance, constituted by a metal which has a smooth 
or specular surface free of "orange peel" even if the metal is subjected to surface hardening 
at a temperature which is close to the recrystallization temperature of the metal or below; 
and to provide a process for producing such an exterior part of a timepiece. 
Page 13, section heading 

[DISCLOSURE OF THE INVENTION] SUMMARY OF THE INVENTION 

Page 24, section heading 

[BRIEF DESCRIPTION OF THE DRAWING] 
BRIEF DESCRIPTION OF THE DRAWINGS 
Pa ge 26, section heading 

[BEST MODE FOR CARRYING OUT THE INVENTION] 
DETAILED DESCRIPTION OF THE INVENTION 
Page 115, second complete paragraph 

In this Example C4, not only planing of the upper surface of band pieces into a 
specular surface but also converting of metal crystal grains lying in the vicinity of band 
piece surface to the fibrous structure can be accomplished by grinding means with a 
reduced grinding power, thereby enabling reducing the number of production process steps. 
Therefore, the employment of this grinding [means] enables the lowering of production 
cost. 



Page 118. third complete paragraph 

In this Example C5, not only planing of the upper surface of band pieces into a 
specular surface but also converting of metal crystal grains lying in the vicinity of band 
piece surface to the fibrous structure can be accomplished by grinding means with a 
reduced grinding power, thereby enabling reducing the number of production process steps. 
Therefore, the employment of this grinding [means] enables the lowering of production 
cost. 

Page 119, first complete paragraph 

Each of the inner and outer boundary dimensions of the thus forged ring members 
were adjusted to the desired one by a cutting operation. 



MARKED-UP AMENDED CLAIMS 

4. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
3], wherein the hard coating and the basis material at its surface exhibit respective tones 
which are different from each other. 

5. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
4], wherein the hard coating has a surface hardness greater than that of the basis material. 

6. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
5], wherein the hard coating is constituted of a nitride, carbide, oxide, nitrido-carbide or 
nitrido-carbido-oxide of an element belonging to Group 4a, 5a or 6a of the periodic table. 

7. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
5], wherein the hard coating is a hard coating of carbon. 

10. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
7], wherein at least two hard coatings are formed on the hardened layer surface of the basis 
material. 

1 1 . (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
7], wherein at least two hard coatings are laminated on the hardened layer surface of the 
basis material. 



12. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
10], wherein the hard coating is disposed on portion of the hardened layer surface of the 
basis material. 

13. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
12], further comprising a gold alloy coating disposed on a surface of the hard coating. 

15. (Amended) The decorative item as claimed in [any of claims] claim 1 [to 
14], which is an exterior part of timepiece. 

18. (Amended) The process as claimed in claim 16 [or 17], wherein the 
decorative item is an exterior part of timepiece. 

23. (Amended) The exterior part of timepiece as claimed in claim 21 [or 22], 
which is one produced by machining a surface of an exterior part of timepiece and 
thereafter carburizing the machined surface. 

26. (Amended) The wristwatch band as claimed in claim 24 [or 25], wherein 
the band pieces are connected to each other by means of connecting parts of stainless steel, 

each of the connecting parts having at at least portion of its surface a carburized 
layer wherein carbon is diffused so as to form a solid solution. 



27. (Amended) The wristwatch band as claimed in claim 24 [or 25], produced 
by connecting the band pieces to each other by means of connecting parts, carburizing the 
band pieces and the connecting parts, and thereafter polishing surfaces of the band pieces. 

31. (Amended) The process as claimed in claim 29 [or 30], which further 
comprises machining surfaces of the band pieces connected by means of the connecting 
parts prior to the fluorination to obtain a wristwatch band having machined surfaces. 

34. (Amended) The process as claimed in claim 32 [or 33], which further 
comprises machining surfaces of the plurality of band pieces prior to the fluorination to 
obtain a wristwatch band having machined surfaces. 

37. (Amended) The process as claimed in claim 35 [or 36], which further 
comprises machining surfaces of the base material prior to the fluorination to obtain an 
exterior part of timepiece other than wristwatch band having machined surfaces. 

41. (Amended) The exterior part of timepiece as claimed in [any of claims] 
claim 38 [to 40], wherein the deformed layer extends from the metal surface to a depth of 
2 to 100 \xm. 

42. (Amended) The exterior part of timepiece as claimed in [any of claims] 
claim 38 [to 41], wherein the hardened layer extends from a surface of the deformed layer 
to a depth of 5 to 50 \im. 



43. (Amended) The exterior part of timepiece as claimed in [any of claims] 
claim 38 [to 42], wherein the solute atom is at least one atom selected from the group 
consisting of carbon, nitrogen and oxygen atoms. 

44. (Amended) The exterior part of timepiece as claimed in [any of claims] 
claim 38 [to 43], wherein the hardened layer has a specular surface whose Vickers hardness 
(HV) is 500 or greater. 

47. (Amended) The process as claimed in claim 45 [or 46], wherein the 
deformed layer is formed by subjecting the stainless steel surface to at least one of 
polishing and cutting operations whereby a physical external -force capable of drawing the 
stainless steel surface substantially unidirectionally is applied to the stainless steel surface. 

48. (Amended) The process as claimed in [any of claims] claim 45 [to 47], 
wherein the deformed layer is formed by subjecting the stainless steel surface to at least 
one of cutting and grinding operations to form a face of desired shape, and 

polishing the face of desired shape to form the deformed layer. 

49. (Amended) The process as claimed in [any of claims] claim 45 [to 47], 
wherein the stainless steel surface is subjected to grinding operation to form not only a face 
of desired shape but also the deformed layer. 

50. (Amended) The process as claimed in claim 48 [or 49], wherein the face 
of desired shape is substantially flat. 



51. (Amended) The process as claimed in claim 48 [or 49], wherein the face 
of desired shape is curved. 

52. (Amended) The process as claimed in [any of claims] claim 45 [to 51], 
wherein the deformed layer is so formed as to extend from the stainless steel surface to a 
depth of 2 to 100 \im. 

53. (Amended) The process as claimed in [any of claims] claim 45 [to 52], 
wherein the hardened layer is so formed as to extend from a surface of the deformed layer 
to a depth of 5 to 50 [xm. 

54. (Amended) The process as claimed in [any of claims] claim 45 [to 53], 
wherein the solute atom is at least one atom selected from the group consisting of carbon, 
nitrogen and oxygen atoms. 

55. (Amended) The process as claimed in [any of claims] claim 45 [to 54], 
wherein the hardened layer has a specular surface whose Vickers hardness (HV) is 500 or 
greater. 

56. (Amended) The process as claimed in [any of claims] claim 45 [to 55], 
wherein the deformed layer is formed in a surface of stainless steel of a base material for 
timepiece exterior part produced by forging capable of realizing a high degree of 
deformation. 



57. (Amended) The process as claimed in [any of claims] claim 45 [to 56], 
wherein the hardening is carried out at a temperature which is close to recrystallization 
temperature of the stainless steel or below. 



